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[57] ABSTRACT

An individually controlled needle tufting machine hav-

ing loopers with beaks pointing in the same direction as
the backing material being fed through the machine so
as to form loop pile has means for laterally shifting the
backing material continuously first in one direction and
then in the other. The method is disclosed utilizing this
apparatus for forming zig-zag backstitches with selec-
tive needles by stitching during each cycle of the ma-
chine, while in other selective needles linear backstit-
ches are formed by driving those needles during alter-
nate cycles. Fabrics are produced utilizing this method
wherein the loop density produced can be selectively
chosen for various portions of the fabric so as to provide
patterning effects. By foregoing the shifting of the back-
ing material similar, but less pronounced patterning
effects may be attained.

10 Claims, 2 Drawing Sheets
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1
METHOD OF FORMING TUFTED PILE FABRIC

' BACKGROUND OF THE INVENTION

This invention relates to the art of tufting and more
particularly to a method of forming a loop pile fabric
having variations in pile density over selective portions
of the fabric, the method utilizing a controlled needle
tufting machine. |
- Controlled needle tufting machines are known in the
art for selectively engaging and disengaging, in skip-
stitch fashion, various of the needles in accordance with
a program during each reciprocatory cycle of the nee-
dle driving push rods. Basically these machines render
selective needles or groups of needles inoperative while
~ the remainder of the needles are operative to pierce and

penetrate the backing fabric upon each stroke of the
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push rods. Examples of such machines are illustrated in

U.S. Pat. Nos. 3,115,856; 3,259,088; 3,881,432 and
3,986,465. Such machines, which have been very suc-
cessful, especially for producing bed spreads, and in the
case of individually controlled needle tufting machines
have been widely accepted for overtufting a design into
a pretufted fabric, as described in U.S. Pat. No.
4,693,190, have only been used to form cut pile fabric
wherein the loops formed by the operative needles are
~ cut by respective knives acting beneath the bed of the
machine in conjunction with the loop seizing hook.
There are two basic reasons for this. The first is because
if loop pile were being formed the backstitch normally
would be excessively long after an operative needle was
subsequently rendered inoperative for a number of sub-
sequent cycles and then rendered operative again. The
second is because the previously formed loc)ps would be
pulled from the fabnc when the needle is rendered
moperative.

For example, in conventional tufting machines the
yarn sewn by a particular needle is continuous in that
the backstitches are connected together between suc-
cessive penetrations of the needle into the backing. This
is true whether forming loop pile or cut pile, the differ-
ence being that in cut pile the loops are cut by the knife
acting in conjunction with the loop seizing hook, and
this cutting occurs substantially at the center of a loop,
~ and generally there are approximately four such loops
on a hook and the cutting for each cycle occurs in re-
- gard to the first such loop. Thus, the strand of yarn from
the last loop extends back through the needle eye to the
~ yarn feeding means. In a controlled needle tufting ma-
chine, however, when a particular needle is held inoper-
ative, the backstitch, unless cut, would extend from the
last penetration of the needle while operative to the
subsequent penetration which may not occur for a sub-
stantial number of cycles. This not only is a waste of
yarn but also could result in interlocking of the varn
from a nonoperative needle with the yarn from an adja-
cent operative needle when it penetrates the backing.
Additionally, since only those needles which are stitch-
ing are consuming yarn, the amount of yarn on the
backstitch side of the backing would be excessive,
whether the machine were of the cut pile or loop pile
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type. For this reason a special yarn clamping device is

used which grips and pulls yarn directly from the creel
or other yarn storage device on the downstroke of an
- operative needle, but slips over the yarn on the upstroke
and is ineffective when the needle is inoperative.
When forming cut pile on a controlled needle ma-

635

- chine when a loop of yarn is cut on the last stitch

- proportionally in

2

formed by an operative needle which is thereafter ren-
dered inoperative for a number of cycles, the strand of
yarn which remains extending through the needle eye
while the needle is inoperative is unattached to any
other tuits previously formed. The initial loop thereaf-

ter formed when the needle is again rendered operative

is not locked into the backing, and is subsequently ex-
tracted by a “tail picker” subsequent to the cutting of
the loop. Thus, for cut pile fabric the amount of yarn on
the backstitch side of the backing material is minimized.
If using such a clamp for a loop pile needle which is
inoperative for a number of cycles, when the needle is
again operatively engaged the yarn not only would be
pulled from the creel, but would also be pulled from the
last loops since the yarn would extend from the loop
back through the needle eye to the creel. Consequently,
the pile height of the last few loops formed would be
reduced, and this reduction would probably occur non-
the few loops. Accordingly, such
machines have not been utilized to form loop pile fab-
rics.

The tufting industry has progressively evolved
through innovations directed toward duplicating, or at
least simulating products which previously were only
produced by weaving on a loom. As such products have
evolved, because of the substantially higher production
rates of the tufting process relative to weaving, more
universal availability of the products has resulted.
There are, however, certain types of patterns which are
currently produced by looms that have not been simu-
lated by tufting. The controlled needle machine, espe-
cially the individually controlled needle machines
wherein each needle can be selectively controlled to
stitch or not stitch, offers the potential of producing a
type of product not now produced except by looms.
One such product is a carpet having a density variation
In various selective portions of the fabric. It is doubtful
whether if produced by a controlled needle tufting
machine such density variation would be effective visi-
bly if produced utilizing cut pile, but a loop pile product
would provide the desired look.

SUMMARY OF THE INVENTION

Consequently, it i1s a primary object of the present
invention to provide a method of tufting a loop pile
fabric with varying pile density at selective locations in
accordance with a pattern. |

It is another object of the present invention to pro-
vide a method of forming loop pile tufted fabric using a
tufting machine wherein selected needles stitch at least
periodically every cycle of the machine and other nee-
dles stitch during only selective cycles, the fabric being
continuously shifted laterally relative to the direction of -
feed through the machine.

It 1s further object of the present invention to provide
a method of tufting a loop pile fabric using a controlled
needle tufting machine including shifting means for
laterally moving the backing material relatively to the
needles, and wherein certain selected needles stitch

-during every cycle while other needles StltCh during

alternate cycles.

It 1s a still further object of the present invention to
provide a method of tufting a loop pile fabric, the
method including shifting the fabric backing material
continuously back and forth laterally relatively to the
needles and to the direction in which the backing is
being fed through the machine, and forming loops by
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selective first needles during each machine cycle and
forming loops by selective second needles during alter-
nate machine cycles so that a zig-zag backstitch pattern
is formed by the first needles while a substantially
straight backstitch is formed by the second needles, the
density of the pile formed on the face of the backing by
the second needles being half that of the density formed
by the first needles.

Accordingly, the present invention provides a
method of tufting using a controlled needle tufting ma-
chine with loopers having respective beaks pointing In
the same direction as the backing material 1s being fed
through the machine so as to form loop pile, means for
laterally shifting the backing, and patterning means for
selecting a first array of needles to be driven into loop
seizing relationship with cooperating loopers during
each cycle of the machine to form zig-zag backstitches,
and a second array of needles to be driven into loop
seizing relationship with cooperating loopers during
only certain cycles of the machine to form straight or
substantially aligned backstitches. Preferably, the sec-
ond array of needles forms loops during alternate cycles
of the machine so that the pile formed by the second
array of needles is half the density of the pile formed by
the first array of needles.

Furthermore, although the patterns would not be as
pronounced or defined, the method may forego shifting
of the backing material laterally. In this instance the
first array of needles would form straight backstitches
during every cycle and the second array of needles
would also form straight backstitches but only during
alternate cycles. Thus, density variations would occur,
but these variations would not be as defined as when the
backing material is shifted laterally.

The patterning means may provide that one or more
needles in the first array will be in the second array
during selective time so that fabric may be produced
wherein a single needle may selectively provide yarn
loops spaced apart differently during the process, and
thus unique designs.

It is preferred that the controlled needle machine
have individually controlled needles so as 0 provide
maximum flexibility to the patterning capability of the
machine. The means for shifting the backing material
relatively to the needles preferably comprises backing
material or fabric shifting means rather than a sliding
needle bar, such means being sliding needle bar appara-
tus or a “jute” shifter.

A fabric constructed by the method of this invention
may have various portions thereof comprising closely
spaced loops during portions of the fabric and wider
spaced loops in other portions thereof so that various
patterning effects result. For example, the fabric may
have “boxes” in certain areas which are of higher den-
sity than adjacent areas, and these boxes may provide a
checkerboard-type of array, or a first density box may
be within a central portion of a larger box having a
different density, or a number of such boxes may be
circumscribed about others with the densities varying
between adjacent boxes. Additionally, because of the
unique flexibility of patterning provided by the con-
trolled needle machine, rather than boxes, circles or
other geometric patterns may be produced within other
areas of the fabric and having different densities there-
from.
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BRIEF DESCRIPTION OF THE DRAWINGS

The particular features and advantages of the mven-
tion as well as other objects will become apparent from
the following description taken in connection with the
accompanying drawings, in which:

FIG. 1 is a fragmentary vertical cross sectional view
taken substantially through a tufting machine incorpo-
rating structural features for performing the method of
the present invention;

FIG. 2 is a fragmentary cross sectional view taken
substantially along line 2—2 of, FIG. 1;

FIG. 3 depicts a portion of a tufted fabric produced
by the method of the present invention, the backstitch
for seven needles during 13 cycles of the machine being
illustrated; |

FIG. 4 depicts one form of backstitch pattern capable
of being produced by the method of the present inven-
tion; and

FIG. 5 is a view similar to FIG. 4 but depicting an-
other pattern array.

DESCRIPTION OF THE PREFERRED
EMBODIMENT

Referring to FIG. 1 of the drawing, there is illus-
trated a tufting machine 10 embodying the preferred
mode of carrying out the invention, the machine having
a head 12 within which is mounted conventional drive
mechanism for reciprocably driving a plurality of push
rods 14, only one of which is shown, journalled for
reciprocation in sleeve mounted in a support plate 16 at
the bottom of the head. At the lower end of each push
rod is a push rod foot 18 having secured to the bottom
end thereof an air cylinder bar 20, the air cylinder bar
preferably extending tranvsersely across the length of
the machine and supported by each of the push rod feet.
Extending through the air cylinder bar is a multiplicity
of bores 22 which are preferably staggered transversely
so that one bore corresponds to each needle in the ma-
chine for an individually controlled needle tufting ma-
chine. The push rods together with air cylinder bar
reciprocate vertically during each cycle of the machine
as is well known in the art.

Mounted within each bore 22 is a respective air cylin-
der 24 having a respective latch pin 26 The air cylinder
24 communicates through conduits 28 with a respective
electrically controlled pneumatic valve 30 which fur-
ther communicate through conduits 32 with a single
source of pressurized air such as a compressor 34. The
valves 30 are electrically controlled by a pattern control
36 through electrical leads or the like 38, the pattern
control 36 preferably being a computer driven control
system loaded with pattern information from, for exam-
ple, a floppy disc or the like prepared on a separate
pattern generation system. Consequently, as determined
by the pattern control 36 the valve 30 may permit air to
flow from the compressor to the cylinder 34 to extend
the latch pin 26, or vent the valve. The pin is biased to
the retracted position so that when pressurized air is not
supplied to the cylinder 24 the pin is not extended.

Attached to the head 12 of the machine is a plurality
of guide bar support brackets 40 which carries a pair of
vertically spaced guide bars 42, 44 each of which is
sandwiched between a pair of guide plates 46, 48. At the
rear of the machine a support bracket 50 is carried by
the head 12 of the machine and at its lower end carries
a spacer member 52 which is secured to a rear guide bar
54 sandwiched between a pair of guide plates 56.
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Mounted between the guide plates 46, 48 and 56 and
guided thereby is a multiplicity of needle holders 58,
there being one needle holder for each needle in the

machine. A needle bar 60 is carried at the bottom of

each needle holder 58, each needle bar 60 carrying a
respective needle 62. An adjustable stop bar 64 is sup-
ported by a lead screw 66 carried by a jack screw de-
vice 68 in a manner similar to and for purposes as de-
scribed in the aforesaid U.S. Pat. No. 3,881,432. Extend-
ing downwardly from the stop bar 64 is an abutment
member 70 to which the upper end of a multiplicity of
springs 72 are attached, there being one spring for each
needle holder, and the lower end of each spring is con-
nected to the respective needle bar 60. The springs 72
act normally urge the needle holders 58 upwardly
against the bottom of the abutment member 70. Each
needle holder 58 includes a recess 74 for receiving the
air cylinder pin 26 when extended, and when a selected
needle 1s to be driven the pin 26 enters the recess 74 and
drives the needle holder downwardly.

- Mounted on a bed plate 76 in the bed of the machine
beneath the head 12 is needle plate 78 which carries the
needle plate fingers 80, the needle plate 78 and fingers
80 supporting a backing material 82 fed from feed rol-
lers 84 over the bed and wound onto take-off rollers 86,
~only one roll being illustrated in regard to the feed
rollers and the take-off rollers.

Below the head 12 in the bed of the machine and
driven in an oscillatory manner in timed relationship
with the push rods 14 is a looper bar 88 which carries a
multiplicity of loop pile loopers 90, there being one
looper for each needle 62. The loopers, according to the
present invention, are of the loop pile type wherein the
loop entering and seizing bill 92 points in the direction
in which the backing material 82 is fed through the
machine. The looper 90 acts in conventional manner to
seize and thereafter shed a loop from a corresponding
needle 62 when that needle is driven through the action
of the cylinder pin 26 acting in conjunction with the
needle holder §8. Loopers which correspond to needles
which are not driven merely oscillate without seizing a
loop. | |
- In accordance with the present invention the backing

matenal 82 is shifted laterally or transversely relatively
to the direction in which the fabric 82 is being fed by the
- rollers 84, 86 through the machine. Although any con-
ventional means for laterally shifting the backing rela-
tively to the needles may be utilized, for purposes of
disclosure a sliding needle plate drive apparatus 94 is
illustrated. The apparatus 94 comprises a cam 96 rotat-
ably driven on a shaft 98 in timed relationship with the
reciprocation of the push rods 14. The cam 96 acts in

conjunction with a pair of followers 100, 102 supported

~ by respective brackets 104, 106 secured to guide rods
108, 110 slidably journalled in respective linear bearings
112, 114 carried by brackets 116, 118. As the cam 96
~ rotates its motion is transmitted through the followers
to the brackets 104, 106, and from these brackets to the
guide rods 108, 110. A clamping block 120 is secured to
the guide rods 108, 110 and has a collar or the like 22
connected thereto, the collar being attached in adjust-
able fashion to a connecting member 124 which trans-
fers the linear motion of the guide bars 108, 110 to one
end of a connecting rod 126 having its other end fas-
tened to a connecting member 122 journally attached to
the needle plate 78.

Preferably the cam 96 is of the type which shifts the
needle plate 78 one step or needle gauge in a first direc-
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tion during one cycle of the push rod 14, and in the
opposite direction during the subsequent cycle of the
push rod 14, the shifting occurring while the push rods
are in the raised position and the needles both latched
and unlatched are outside of the backing material 82.
Accordingly, with such a cam any needle which is.
latched during at least two cycles of the push rod will
penetrate the backing material in laterally spaced loca-
tions, and on the next cycle, if latched, will penetrate
the backing material at the same lateral location as the
first penetration, albeit downstream relative to the di-
rection in which the fabric moves. Thus, a needle so
latched will form a zig-zag stitch pattern on the back-
stitch surface of the backing material as the respective
looper 90 seizes a loop from the needle 62.

Referring to FIG. 3, with the direction the material is
fed.through the machine by the rollers 84, 86 being
llustrated by the arrow designated F and the direction
of shifting of the material by the apparatus 94 being
illustrated by the double arrow designated S, a portion
of the backstitch surface of a fabric 180 produced by a
seven needle section of the machine is depicted. The

backstitchs formed by the seven respective needles are

designated A, B, C, D, E, F and G. The needles which
produce stitches A, B, F and G while the material illus-

trated is formed, are each latched during each of the 13
cycles illustrated, and since the backing is shifting later-
ally first in one direction and then in the other, each of
the backstitches formed are in a zig-zag pattern. Of
course, loop pile loops extend from each of the 13 pene-
tration points of the respective needles. In regard to
backstitches C, D and E, during the first five cycles the
respective needles are latched so as to form loops at the
penetration points C1-C5, D1-D5 and E1-ES. How-
ever, during the next cycle each of the needles forming
the stitches is unlatched while the backing is shifted or
jogged one step. These needles thereafter in the subse-
quent cycle are latched so as to pierce the backing at
C7, D7 and E7 respectively. As illustrated, during cy-
cles 8 and 10 these needles are unlatched, but during
cycles 9, 11, 12 and 13 the needles are latched. Thus, a
zig-zag backstitch is formed by each needle from cycle
11 through cycle 13, but between cycles § and 11 the

backstitches are substantially straight or aligned. How-

ever, since there is no penetration made by the needles
creating backstitches C, D and E during cycle 6, 8 and
10, there are no loops formed. Consequently the spacing
between loops formed during penetration in cycles 5
and 7, 7Tand 9, and 9 and 11 is twice that formed by the
other four needles, i.e., the pile density created by the
three needles is one-half that of the other needles. This
density varnation gives the impression that the backing

~is being fed through the machine at twice the speed in
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regard to the three needles during cycles 5 through 11.

Although the pattern controller 36 may be pro-
grammed to unlatch each needle for more than one
cycle at a time, the backstitch created by unlatching the
three needles, 1.e., those forming stitches C, D and E,
would be longer than desired. If unlatched for two
cycles while shifting the fabric one step during a first
cycle and then one step back during the next cycle, the
penetration or piercing points would be offset from the
prior penetrations by one step and the backstitch would
be a longer zig-zag form. Thus, an odd number of skips
is desirable but three skips would provide an excessively
long backstitch since the penetration points of that nee-
dle would be spaced apart by a backstitch equivalent to
four cycles. Therefore, it is believed that skipping on
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alternate cycles would provide the desired affects with-
out producing the problems heretofore described re-
garding use of controlled needle machines for produc-
ing loop pile.

In FIGS. 4 and 5 two possible patterns are depicted
utilizing the afore described method. In FIG. 4 the
backstitches of the fabric include alternate areas of high
density or a zig-zag array 200 separated by areas of

lower density or a straight stitch array 210, thereby to
provide a checkerboard pattern on the face of the fab-
ric. In FIG. 5 there is a low density area of a straight

stitch array 300 surrounded by a higher density area of
a zig-zag array 310. The area 310 may be disposed
within a low density area if aesthetically desirable. In
any event, these patterns are merely examples that are
possible with the method of the present invention, cir-
cles and other geometric patterns being additionally
producable. It should also be understood that by thread-
ing adjacent needles with alternate colors and selec-
tively latching or unlatching various other needles the
patterning affects provided by the method of the pres-
ent invention are greatly expanded.

Although not illustrated, density variations may be
obtained by disconnecting the needle plate drive appa-
ratus 94, or other apparatus for laterally shifting the
backing material. The density variations would not be
as pronounced as when the backing matenal is shifted,
however some desirable paiterning effects may be at-
tainable. In this instance a first array of needles would
be latched to form a backstitch during two or more
successive machine cycles while the second array of
needles would be latched and unlatched during alter-
nate cycles. The selected needle arrays would, of
course, be varied by the programmer so that various
portions of the fabric would selectively have half the
yarn density as the remainder of the fabric, and the
location of the density variations would be selected in
accordance with the desired pattern.

Numerous alterations of the structure herein dis-
closed will suggest themselves to those skilled in the art.
However, it is to be understood that the present disclo-
sure relates to the preferred embodiment of the inven-
tion which is for purposes of illustration only and not to
be construed as a limitation of the inveniion. All such
modifications which do not depart from the spirit of ihe
invention are intended to be included within the scope
of the appended claims.

Having thus set forth the nature of the invention,
what is claimed herein is:

1. A method of tufting loop pile fabric by a tufting
machine having at least a pair of laterally spaced apart
reciprocably mounted needles and a loop seizing looper
cooperating with each needle for seizing and thereafter
shedding a loop of yarn received from a respective
needle, said method comprising:

a feeding a backing material through the tufting in a
longitudinal direction transverse to the laterally
extending needles,

b continuously shifting the backing material laterally
relatively to the needles while the needles are out-
side the backing material,

¢ penetrating the backing material to form a loop by
both needles to be seized and shed by the respec-
tive looper, and

d subsequently penetrating the backing material to
form a loop with one of the needles but not the
other, which loop is seized and thereafter shed by
the respective looper.
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2. The method as recited in claim 1, including subse-
quently penetrating the backing material to form a loop
by both needles to be seized and shed by the respective
looper.

3. A method of tufting loop pile fabric in a tufting
machine having a multiplicity of reciprocably mounted
needles spaced apart laterally across said machine and a
loop seizing looper cooperating with each needle for

seizing and thereafter shedding a loop of yarn received
from a respective needle, said method comprising:
a. feeding a backing material through the tufting

machine in a longitudinal direction transverse to

the laterally extending needles,

b. penetrating backing material with selective yarn
carrying needles to form an array of yarn loops
seized and shed from respective loopers extending
from one surface of the backing material,

c. shifting the backing material laterally relatively to
said needles in a first direction while the needles
are outside the backing material,

d. again penetrating the backing material with a first
series of said selective yarn carrying needles but
not with a second series of said selective yarn car-
rying needles to form an array of yarn loops seized
and shed from respective loopers extending from
said one surface, |

e. shifting the backing material laterally relative to
said needles in the opposite direction from said first
direction while the needles are outside the backing
material, and

f. thereafter penetrating the backing material again
with said selective yarn carrying needles to form
another array of loops seized and shed by respec-
tive loopers extending from one surface of the
backing material, whereby loops extending from
said one surface formed by said second series of
needles are longitudinally spaced apart further than
loops extending from said one surface formed by
said first series of needles.

4. The method as recited in claim 3, including subse-
quently shifting said backing material laterally rela-
tively to said needles in said first direction while the
needles are outside the backing material, and thereafter
penetrating the backing material with at least certain of
said selective needles including at least some of the
needles of said second series to form loops of yarn ex-
tending from said one surface. |

5. The method as recited in claim 3, including subse-
quently shifting said backing material laterally rela-
tively to said needles in said first direction while the
needles are outside the backing material, and thereafter
penetrating the backing material with certain of said
selective needles excluding at least some of the needles
of said first series.

6. A method of tufting loop pile fabric in a tufting
machine having a bank of laterally spaced apart needles
selectively reciprocably driven into loop seizing rela-
tionship with respectively cooperating loopers which
seize and thereafter shed respective loops of yarn re-
ceived from the cooperating needles, said method com-
prising:

a. feeding a backing material through the tufting
machine in a longitudinal direction transverse to
the laterally extending needles, continuously shift-
ing the backing material laterally relatively to the
needles while the needles are outside the backing
material,
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b. penetrating the backing material during at least

three successive cycles of said machine by at least

- one of said needles to form loops of yarn extending

from one surface of said backing material and a

- zig-zag backstitch on the other surface thereof, and

C. penetrating the backing material during only cer-
- tain non-successive of said cycles by at least a sec-

ond of said needles to form loops of yarn extending
from said one surface and a substantially linear
backstitch on the other surface thereof.

7. The method as recited in claim 6, wherein said
second needle penetrates said backing material during
alternate cycles.

8. The method as recited in claim 7, including pene-
- trating said second needle through said backing material
during successive subsequent cycles of said machine.

9. A method of tufting loop pile fabric in a tufting
machine having a multiplicity of reciprocably mounted

10
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needles spaced apart laterally across said machine and a

loop seizing looper cooperating with each needle for
seizing and thereafter shedding a loop of yarn received
from a respective needle, said method comprising:

a. feeding a backing material continuously through

the tufting machine in a longitudinal direction 25

transverse to the laterally extending needles,
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b. penetrating backing material during a first recipro-

cating cycle with selective yarn carrying needles to
form an array of yarn loops seized and shed from
respective loopers extending from one surface of

the backing material,

. again penetrating the backing material during the

next subsequent reciprocating cycle with a first
sertes of said selective yarn carrying needles but
not with a second series of said selective yarn car-
rying needles to form an array of yarn loops seized
and shed from respective loopers extending from
said one surface,

d. thereafter penetrating the backing material again

during the next subsequent reciprocating cycle
with all of said selective yarn carrying needles to
form another array of loops seized and shed by
respective loopers extending from said one surface
of the backing material, whereby loops extending
from said one surface formed by said second series
of needles are longitudinally spaced apart further
than loops extending from said one surface formed
by said first series of needles.

10. The method as recited in claim 9, wherein said
second series of yarn carrying needles penetrate said
backing material only on alternate reciprocating cycles.
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